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Coated Solid Carbide Long Shank Ball Endmills (2Flutes)
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OEHIMIAANNTA—T VA EEIR @High cost effectiveness is realized.
OLEMHSEEZME TOREWNT—IDIILTHTIRE @Ability to process a range of materials from alloyed steel to soft iron.

@3 LLWCcI—F VI FREDV (TIAANI—F 1T [N @®New Vc coating has higher hardness (about 3000HV) and longer oxidation life
BLERE ($13000HV) SBEBHSIRE (¥1900C) [CKWEBICRF R (about 900°) than conventional V1 (TIA2N coating) and longer life.
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Iltem Code 2 d
IC2BEL-0.5RX 75 0.5 1 2 75 6 1
IC2BEL-0.5RX 100 0.5 1 2 100 6 1
IC2BEL-1R%x 100 1 2 4 100 6 1
IC2BEL-1.5RX 100 1.5 3 6 100 6 1
IC2BEL-2RX 100 2 4 8 100 6 1
IC2BEL-3R%X 150 3 6 12 150 6 2
IC2BEL-4R%x 150 4 8 16 150 8 2
IC2BEL-5R %X 150 5 10 20 150 10 2
IC2BEL-5R %X 200 5 10 20 200 10 2
IC2BEL-6RX 150 6 12 24 150 12 2
IC2BEL-6R X 200 6 12 24 200 12 2
IC2BEL-8R X 200 8(£0.02) 16 32 200 16 2

WIZHEHIREFR  Recommended cutting conditions (Slotting)
HRHIA 1S/ R TEWH/FUN—RVH B/ 2TV VAN DI

Work 5541/S45C(HRC30LAF) SKD/NAK101(HRC30-35) SCM/SUS304(HRC35-40) SKD61%(HRC40-45)
1 31,000 620 25,000 400 18,000 300 13,300 150
2 15,500 620 12,500 400 10,000 300 6,600 150
3 10,600 630 8,500 400 7,000 300 4,500 150
4 8,000 630 6,400 450 5,000 320 3,400 190
6 5,300 670 4,200 470 3,500 350 3,000 210
8 4,000 800 3,200 550 3,000 420 2,200 220
10 3,200 750 2,500 520 2,200 420 1,600 230
12 2,700 700 2,100 490 1,800 370 1,300 220
16 2,000 650 1,600 490 1,300 370 1,100 190
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These conditions are for general guidance. Therefor they are subject to change to the situation of the machine used, the tool hold rigidity. cutting oil, etc.
Adjust cutting conditions especially according to the overhang
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